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AnHoTauusa. B pabore mccnemoBaHo BiHMsSHHUE (OPMHUPYIONINX OrpaHUIHUTENed (TI0J03hEB) HA CTPYKTYPY H
TBEpAOCTL 00pa3oB u3 Hepkaperomieh cramu AISI 308LSi, morydeHHBIX MTOCIOWHOM AJIEKTPOAYTOBOM HAIUTABKOW B
cpene aprona. [Ipu sKCiepUMEHTaNIBHON HAIIaBKE 00Opas3IOB C MCHOIB30BaHHWEM TpaUTOBBIX OrpaHHYUTEICH Ha-
Omonaercss 0ojee pPaBHOMEPHBIA POCT 3JEMEHTOB CTPYKTYPBI, 0€3 PE3KUX IEPEXOJOB MEKIY HAIUIABICHHBIMH
CJIOSIMH, B OTJIMYHUE OT JIBYX IPYTUX THIIOB 00pa3I0B. AHAIIU3 PE3yJbTATOB U3MEPECHHUS TBEPIOCTH BCE TPEX BHIOB
00pas3IoB MmoKa3all, 4YTO HauOOJbIIUE 3HAYCHUS HAOIIONAIOTCS y 00pasia, MOIYIeHHOIO C HCIOJIb30BaHUEM Ipadu-
TOBBIX TOJIO3BEB, 32 CYET OoJice akTHBHOM nuddy3un d-pepputa B aycTeHUT B cpeaHeM Ha 12 %, 1Mo CpaBHCHHIO C
UCCIIeAyeMbIMH 00pa3IiaMu, HECMOTPSI Ha OOIIMI POCT pa3MEepOB JICHIPUTOB.
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Abstract. In this work, the influence of forming limiters (shaping blocks) on the structure and hardness of AISI
308LSi stainless steel specimens obtained by layer-by-layer arc surfacing in argon is studied. During experimental
surfacing of samples using graphite limiters, a more uniform growth of structural elements is observed, without
sharp transitions between the deposited layers, in contrast to the other two types of samples. An analysis of the re-
sults of measuring the hardness of all three types of samples showed that the highest values are observed in a sample
obtained using graphite skids, due to more active diffusion of d-ferrite into austenite by an average of 12 %, com-
pared with the samples under study, despite the overall increase in size dendrites.
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BBenenne

Bricokue TeMmbl pa3BUTHS W MPUMCHCHHS
TEXHOJIOTHHA aJUTHUBHOTO IMPOU3BOJICTBA JIENIAIOT
€ro OJIHUM W3 TEpPCHEKTHUBHBIX HAINPAaBICHUH B
pelieHuu nocTaBieHHbIX 3a1a4 [1]. B ocHoBe an-
JMUTUBHOTO TIPOU3BOJICTBA JIGKUT (POPMHUpPOBAHHE
CJIOEB MeTaJllla B COOTBETCTBUH C TIOJATOTOBIEHHON
paHee TpeXMEpPHOW MOJIelblo, CO3IaHHOM MeToxa-
MH KOMIIBIOTEPHOTO MpPOEKTUpoBaHus [2, 3]. AB-
TOMaTHU3alus ¥ TUOKOCTh TaKOro MpPOM3BOJCTBA
MO3BOJISIIOT COKPAaTUTh BPEMS U CTOMMOCTh H3rO-
TOBJICHUS CIIOXHBIX T€OMETPHUYSCKUX (PopM OO0JIb-
moro kKonuuectsa aerancit [4, 5]. Jng npousBo-
CTBa JleTaJleil M3 METAJIOB MPUMEHSIOT TEXHOJO-
TUH HaIUIaBKU MOPOIIKOBBIX MaTepuanios [6-8] win
poBoIiok [9-11]. Uctounukom Harpesa npu hop-
MHPOBAHUM CJIOS CIYXKUT Ja3epHBIA nyd [6, 7],
3JICKTPOHHBIN MyUOK [6, 8] WM dIeKTpuIecKas ay-
ra [9-13].

CeroHs B ai;TUTHBHBIX TEXHOJIOTHUAX IIUPOKO
MIPUMEHSETCS TPOIlecC M3TOTOBJICHUA JeTalell u3
Pa3TUYHBIX MOPOIIKOB IMYTEM WX TUIABJICHUS HJICK-
TPOHHBIM WJIH JIA3CPHBIM JIY4OM. DTH TEXHOJIOTUU
MO3BOJISIIOT TONYYHUTh H3/IETHE C JOCTaTOYHO BBI-
COKolt TOouyHOCTH [14], HO TpPHU HCIOIB30BAHUH
MEJIKOJTUCTICPCHBIX TIOPOIIKOBBIX METaUTHIeCKIX
MaTepHaIOB BO3HHUKAIOT MPOOJIEMBI 10 obecrieye-
HUIO CTaOWJIBHOTO KadecTBa IUIOTHOCTH M CTPYK-
TYypbl U3TOTaBIMBAaeMbIX u3nenuit [15]. B ciyuae
pasIuuus TEKCTYPhI MOBEPXHOCTH, CPEPUUHOCTH
YaCTHIl, XHUMHUYECKOTO COCTaBa IOPOIIKA OJHON
MapTUH, MOXKET CHOPMHPOBATHCS H3ACIUE C ILIO-
XUM Ka4eCTBOM. Takke HaONIOMAIOTCS Takue He-
JIOCTATKH, KaK HHU3Kasi CKOPOCTDH IOJIyYEHUS M37e-
nuit [8] u GosbIIOl prck 0Opa3oBaHus 1e(EKTOB B
BUJIC TIOP, KOTOPBIE CHIDKAIOT AKCIUTyaTallHOHHBIC
cBoiicTBa m3nenwii [16]. B mpomecce mocmoitHOTO
BBIpAIMBAHUS H3AETUI CIOCOO0OM 3IIEKTPOIYTO-
BOM CBapKH MPOHMCXOIUT BO3ICHCTBUEC TepMUYC-
CKOTO IIMKJAa CBapKd Ha MOP(OIIOTHIO, MHUKPO-
CTPYKTYpy M MEXaHHUYECKHEe CBOWCTBA MarepHala
aJIUTUBHOTO TPOU3BOJICTBA. 3HAYMMOE BIIHSHUC
OKa3bIBAIOT: KOJMYECTBO BBEJIEHHOI'O TEIUIA, CKO-
POCTh OXJAXACHHUSA, KOJIWIECTBO TMOBTOPHBIX Ha-
rpeBoB m3aenwus [17-19].

Lenpto maHHOW pabOTHI SBISCTCS YUCICHHOC
U OKCICPUMCHTAILHOE HWCCJICIOBAHUE BIIASHUS
dhopMupyronmMx orpaHuuuTenci (MoN03beB) Ha

CTPYKTYpy MHOTOCJIOHHBIX 00pa3lLoB M3 Hepka-
Betomeld cramu AISI 308LSi, momydeHHBIX HO-
CJIIOMHBIM 3JIEKTPOYTOBBIM BBIpAIlUBAHUEM.

MarepuaJjbl 1 METOAUKH

Jlyis mocnoitHOTO BRIpamuBaHus 00pa3IoB Uc-
MOJTF30BAIM CBAPOYHYIO IIPOBOJIOKY M3 HEpiKa-
Betomeit cramu AISI 308LSi ¢ moHMmKEeHHBIM CO-
JIepKaHUEM  YTIepoaa, MpeIHa3HAYCHHYIO IS
CBapKU W3JICIUN WCIOJB3YEMBIX B IIMPOKOM HH-
TepBaie temmeparyp -196...+350 °C. B tabmure 1
MIPEJICTABJICH XUMHUYECKHIA COCTaB HCIOJIb3YeMOH
cBapouHoit mpoBosiioku [20]. CoiicTBa HCHONb-
3yemoro marepuaia ctaiua AISI 308LSi ykazaHsr B
tabmmre 2 [20].

Tabéumuna 1. Xumuueckuil COCTaB MPOBOJIIOKU MapKH

AISI 308LSi
Table 1. Chemical composition of AISI 308LSi wire
C max 0.03
Mn 1,8
Si 0,9
Cr 19,9
Ni 10,5
Mo 0,15

Ta6auna 2. Cpoiicta ctayim AIST 308LSi
Table 2. Properties of AIST 308LSi steel

Marepuan AISI 308LSi
TemmonpoBoHOCTH A, BT/M"K 12,642
Mopnyns ynpyroctu E, I'Tla 193
Koadduuument TCEHOBOFO 16,5-10°
paciupenust o, K
IIpenen npounocTu G,, Mlla 590
Temnepatypa nnasnenus Ty, °C 1450

[IpoBenu MopenupoBaHUe pacrpeielicHHs Te-
wia B 00pa3nax, MOJNy4YeHHbIX METOJOM IOCION-
HOTO 3JICKTPOJYTOBOTO BhIpamuBaHui: 1 — ¢ Hc-
MOJIb30BAaHUEM TEIIOBBIX OTpaHuuuTeNnei (dop-
MUPYIOIIMX TpadUTOBBIX I0J03bEB), Aajiee o0Opa-
3er] Nel; 2 — ¢ HCIIOJIB30BAaHHEM TEIIOOTBOIAIINX
orpannuuteneit (GopMHUPYOMUX METHBIX TOJI03b-
eB), maiee obpaser Ne2; 3 — 6e3 TEIUIOBBIX OTpa-
HUYIUTENCH, qamee obpaser Ne3.
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Ha puc.l cxeMaTW4HO TpEACTaBICHBI H30-
OpakeHUsI MOTEPEYHbIX CEUYeHHH 00pasLoB ¢ 000-
3HAYCHHEM TPAaHUYHBIX YCIIOBUH W MECTOM BBOJA
VCTOYHHMKA TEIUIOTHI IS IUIaBIeHUs craind. J{is

YIPOIICHUS MOJEIMPOBAHUE TMPOBOIWIM B JIBY-
MEPHOM TJIOCKOCTH IMOINEPEYHOr0 CeYeHUst 00pas-
1a. BbuIM IpUMEHEHBI CIIEAYIOINE TPAHUYHBIE YC-
nosust: T|1,=1450°C, uy|1=0, uy|15=0, u,|r4=0.

1 * [a] * 0]

L1 I2 L3 Li I: L3

L4 L4

Puc.1. Cxema MoJenMpoBaHusi 00pa31oB, HOIYYSHHBIX METOIOM IIOCIOHHOTO AJIEKTPOIYTOBOTO BEIpAIIMBAHMS,
C rpaHUYHBIMH ycJIOBUSIMH: a) oOpasen Nel; 6) o6paserny Ne2; B) oopaszen; Ne3. 1 u 3 — TerioBble OrpaHUYUTENN
(popmupyromue rpaduToBbIe 10JI03bs1); 2 — 00pa3ew; 4 — MoN0XKKa; 5 U 6 — TEIIOOTBOISIINE OTPAaHUYHUTEITH
(popmupyromye MeaHbIE 10J103b5); 7 — ICTOYHHK TeTlIa

Fig.1. Scheme for modeling samples obtained by layer-by-layer electric arc growing, with boundary conditions:
a) sample No. 1; b) sample No. 2; ¢) sample No. 3. 1 and 3 — thermal limiters (forming graphite skids); 2 — sample;
4 — footboard; 5 and 6 — heat-removing limiters (forming copper skids), 7 — heat source

MHoroc0lHbIe 00pa3mpl HAIIABIISIIN DJICK-
TPOAYTrOBOM CBAPKOW IUIABSIIAMCS 3JIEKTPOAOM
AISI 308LSi nguamerpom 0,8 MM B cpelie aprosa,
cBapounblii Tok I,= 100A, HampspkeHHE IyTH
U=20 B, pacxon raza Q= 10 i/MuH, MOJSIPHOCTH
oOpaTHas.

Pe3y.m,TaT1>1 KOMIIBIOTCPHOT0 MOJAC/IMPOBAHUSA

Ha puc.2 mpencraBieHbl pe3yabTaThl KOMIIb-
I0OTEPHOTO MOJICTHUPOBAHHS TpoIlecca HarpeBa 00-
pasmoB u3 cranu AISI 308LSi cBapouHON AYTOM.

Puc.2. Pesynbrarsl MoaeInpoBaHus nporecca Harpesa o0pasnos u3 cranu AISI 308LSi cBapouHoO# qyroii.
3HaueHus Temnepatyp npuBeneHsl B °C: a) ooOpaser Nel; 6) oOpazer Ne2; B) oOpaserr N3

Fig.2. Results of simulation of the process of heating samples from AISI 308LSi steel by a welding arc.
Temperature values are given in °C: a) sample No. 1; b) sample No. 2; ¢) sample No. 3

AHanmu3 pe3yabTaTOB MOAeIUpoBaHus (puc.2)
MoKa3aji, YTO MPU HUCTIOIH30BAHUU TEIUIOBBIX OT-
paHWuMTENeH, MaKCUMalbHasl TeMIlepaTypa B MO-
nmenu obpasma Nel pasua 1474 °C (B 3a1aHHBIX yC-
noBusX). Ilpu MCTIONB30BaHUH METHBIX (TEIIOO0T-
BOJISIIUX) OTPAaHUYUTENICH, MAaKCUMAaIIbHAS TeMIIC-
patypa B Mojenu oOpasia Ne2 yMeHBITHIACH IO
1450 °C (B 3amaHHBIX yCIOBHSX). B cirydae BwIpa-
mmBaHus oOpasna Ne3 0e3 HCIIOIb30BaHUs Orpa-
HUYWTENICH JJaHHOE 3HAYCHHE TaKKe PaBHO
1450 °C. D10 pasnuyme TeMIepaTyp B MOJECIAX
00pa3LoB CBA3aHO C HATHYHMEM II0JIO3BEB, OOEcCIIe-
YUBAIONIMX Pa3HBIHA TEIIOBOH OOMEH C OKpYKaro-
mien cpeoi.

Jia mydiero moHUMaHUS MPOIECCOB, TIPOHC-
XOJIAIINX BO BpEMS IOCIOWHOTO BEIpAlMBAHUS,

PaccMOTPHUM KPHBYIO OXJIXKICHHUS CTAJU C COJEp-
skanueM yriuepona no 0,03 % wmaccoBoil moiu
(puc.3). B untepBane temmepatyp 911...1499 °C
MIPOUCXOUT 00pa30BaHUE ayCTEHUTHOU (Da3wl, KO-
Topass oOmamaer Oojee BHICOKMMH 3HAYCHHUAMU
TBEPJOCTH IO CpPaBHEHUIO C (eppuTHON (a3oH,
MpakTU4IeCcKu B 2 paza [21].

Ha puc.4 npencraBieHsl pe3yabTaThl MOIEITH-
pOBaHUS pacrpefesicHus TeMIIepaTyp B LEHTPab-
HOW M KpaiiHeld OOKOBOH yacTH 00pa3LoB, MOIY-
YEHHBIX B 3-X pa3HBIX ycloBHiX. L[BeToMm BbImeme-
HBl 00JacTH, TOKa3bIBAIOUIME IOJI0 MaTepHhaja
o0pa3ua, HaXoIsIIErocsl B TEMIEpaTypHOM HHTEp-
Bajie 00pa30BaHUs ayCTCHUTHOH (ha3bl.

BPMS. 2023; 1(20): 99-108
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Puc.3. Kpusas oxsaxkaeHus crainu ¢ conepkanueM yriaepoaa 1o 0,03 % maccosoii nonu: 1 — hazoBbie npesparie-
HUSI HE TIPOUCXOIAT, *KUAKUN PacIIaBICHHBII METaI OXJIaXKAaeTcs; 2 — KpucTauTu3anus Gpeppura, MpOUCXOIUT
obpazoBaHue §-xkenesa, fayee B oosactu 1494+5 °C nporcxoanT nepureKkTHyeckoe npesparieHue o-Fe+ sxumkas
¢daza— y-Fe; 3 — nmpoucxoanut ¢popMupoBaHNE ayCTeHUTHOI (a3bl; 4 — HIDKe TemnepaTypsl 911 °C mpoucxoaut
¢dopmupoBanue ¢passl AycreHut + B-Deppur; 5 — npu Temneparype Hike 727°C npoucxoaut popmupoBaHue (hassl
o-Depput+IIl Llementur

Fig.3. The cooling curve of steel with a carbon content of up to 0.03 % mass fraction: 1 — phase transformations
do not occur, the liquid molten metal cools; 2 — ferrite crystallization, d-iron is formed, then in the region
of 149445 °C, the peritectic transformation -Fe+ liquid phase — y-Fe occurs; 3 — the formation of the austenite
phase occurs; 4 — below the temperature of 911 °C, the formation of the Austenite + B-Ferrite phase occurs;
5 — at temperatures below 727 °C, the a-Ferrite+III Cementite phase is formed

7 ——06pasey Net (1)
—— Obpasey Na2 (2)
— Ofpasey Ne3 (3)

T,°C*"M02
o
|

—— O6paset Net (1)
ud — O6pazew Ne2 (2)
—— O6paset| Ne3 (3)

T10,C

0)

Puc.4. Pe3ynpTaTsl MOJCTUPOBAHHS PACIIPEICIICHHS TEMIIEPATYP IO BBICOTE 00pa3LoB:
a) B IICHTPAJILHOM YacTH; a) B KpaiiHeil O0KOBOM JacTh

Fig.4. The results of modeling the temperature distribution along the height of the samples:
a) in the central part; a) at the extreme side

AHanu3 pe3ysbTaTOB MOJICTHPOBAHUS Ha PHC.
4 mokazai, 4To mpUMeHEeHHe QOPMHUPYIOIIUX Tpa-
(hUTOBBIX TOJIO3BEB OKA3BIBACT HANOOMBINICE BIIHS-
HUE Ha TMOBBIIICHUE TEMIEPaTyphl, Kak B IICH-
TpaJIbHOM, TaK U B OOKOBOM yacTsax oOpasia Nel. A
U1 oOpasma Ne2, MOTydeHHOTO ¢ IPUMEHEHHEM
MEJHBIX TIOJIO3bCB, HAOMIOAAETCSs HaWMEHBIICES
3HaYEHHUE TEMIIEPATypPhl BO BCEX YacTsAX oOpasia.

Jonst Meranna IEHTpalbHOW YacTH oOpasia
Nel, naxopmdmasics B TeMmepaTypHOM HHTEpBaJle
oOpazoBanus aycrteHuTHoH ¢aser B 1,34 pasa
Oonbire yem B oOpasue Ne3, monydeHHOM Oe3 mc-
MOJIb30BaHuUs orpaHnuuTenei u B 1,75 pas Gonpie
yeMm B oOpasie No2. A pasHuIla J0Jied METaJUIOB
Mexy oopazuamu Ne2 u Ne3 cocrasisier 24 %.

Oyna. mpobi. coBp. Marepuanosen. 2023. T. 20. Ne 1. C. 99-108
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[Ipu Mcnonb30BaHUU MEIHBIX MOJO3BEB BO3-
HUKaeT OOJILIIMK TpajueHT TEeMIIEPaTyp MEXIy
KpaeBbIMHU U LEHTPAJIBbHON 4acTsMu oOpasma Ne2
(puc.4). D10 CBS3aHO ¢ BBICOKUM KO3((HUIIUSHTOM
TEIUIONPOBOIHOCTH Menu. B ciywyae mpuMeHeHus
rpadHMTOBBIX MOJIO3bEB HAOJIOAAaeTCs OoOpaTHas
cutyauus. PasHuna noseil Metaia, HaxoaIuXcst
B TEMIIEPaTypHOM HHTEpBalle 00pa3oBaHUs aycTe-
HuTa s obopasma Nel orcyrctByer (45 % monst
MeTajuia B LIEHTpaidbHOU YacTu, 45 % mons meran-
nma B KpaeBod wacth). Jma oOpasuma Ne2 nannas
pasHuna coctapisieT 7 % (26 % ons B LEHTpalb-
Hoii "acty, 19 % mons B kpaeBoii yactu). Jlns 00-
pasua Ne3 manHast pazHuna cocrasisieT 6 % (34 %
JIoJIS B IIEHTpajdbHOU yacTh, 28 % 105 B KpaeBoi
yactu). Mcnons3oBanue (HOpMHUPYIONINX OTpaHU-
yuTeneil B BuAe TpapUTOBBIX MOJI03bEB OKA3BIBAET

a)

Puc.5. N3o0pakeHue monepeyHbIx ceueHnit 00pasios: a) oopaser Nel; 6) o6pazer Ne2, B) obpaserr N3

3HAYUMOE BIUSHUE HAa (DOPMUPOBAHUE CTPYKTYPHI
00pa3IoB ¥ MPHUBOINUT K YBEIHMUEHHUIO JTOJU ayCTe-
HUATHOM (a3bl mouTH B 1,5 pasa, a UCIIOIBE30BaAHHE
MEIHBIX TI0JI03b€B TEOPETHYECKH TMPHUBOIUT K
YMEHBIIIEHUIO JTOJU ayCTEHUTHOH (ha3bl MMOYTH Ha
25 %, B cpaBHeHHU ¢ obOpasom Ne3 6e3 gopmu-
PYIOIIUX OTPaHUYUTEIICH.

Pe3y.l'll>TaTbl IKCIIEPUMECHTAJIBHBIX
uccJaea0BaAHUN U oﬁcymeﬂne

Ha puc.5 npencraenensr Qotorpaduu rmo-
CJIOHHO BBIpAIIEHHBIX O0pPAa3IOB CBAPOYHOW IPO-
Bosiokoi AISI 308LSi B pazmu4HBIX BHEITHUX yC-
JIOBHSIX.

B)

Fig.5. The image of the cross sections of the samples: a) sample No. 1; b) sample No. 2, ¢) sample No. 3

Jld 1OCTOBEpHOCTH AAJIbHEHIIEro MCCIen0-
BaHUsI ¥ MCKITIOYCHUS BIUSHUS Pa3IuUii B pa3Me-
pax oOpasmnoB (puc.5) BBenmm Oe3pa3MepHBIC 3Ha-
YeHHUs1 BBICOTHI M IIMPHHBI 00pa3loB: BeIcOTa 00-
pasua H Bapeupyetcst ot 0 10 /& 1 3aBUCHUT OT pac-
CTOSIHUSL OT CTaJIBHOM MOJUTOXKHU JI0 BEPXHEH TO-
BEPXHOCTH 00pa3ila; muprHa o0pasna L BapbHupy-
ercs ot 0 710 / ¥ 3aBUCHUT OT pacCTOSIHUS OT JICBOTO
JI0 TIpaBoro Kpasi obpasna. Beicoty u mupuny 00-
pasuoB pasznmenwnu Ha gonu: 1/4; 1/2; 3/4; 1. Ha
puc.6 TpeACTaBICHBI ONTHYSCKUE H300paKCHUS
JNEHAPUTHBIX CTPYKTYyp 1o ocu (L= 1/2) monepeu-
HBIX ceueHuit oopa3ioB Nel, No2 i Ne3.

B oOpasiie Ne3 (puc.6H u m) HaOIrOmaOTCS
YeTKHe 00JIaCTH Mepexoja MeXIy CJIOSIMU, COTIPO-
BOXKJIAOMIHMECs TATBHEHITUM YITUPEHUEM JICHIPH-
ToB. OOHApPY)KCHHBIC PE3KHE TIEPEXOIBI CBI3AHBI C
MOBBINICHHBIM TETIOOTBOJIOM CO BCEX CTOPOH 00-
pasna. Tarxke HaOIIOAAETCS CTPOras HAIpaBJICH-
HOCThH JICHAPUTOB MO BBICOTE 0Opasma. CTOuT ot-
METUTh Mallyl0 30HY IMepexoja MEXIy CTaabHOU
MOJIOKKOM H TEPBBIM HAIUIABISEMBIM CJIOEM
(puc.6m), xKoTopasi MpeacTaBieHa OONBIIMMHU 3ep-
HAMH TIO/IJIOKKH.

B o6pa3me No2 taxke 4eTKO MPOCIICKUBACTCS
30Ha MEPexXoJa MEXJy CTaIbHOM MOJJIOKKON U
HaIUTaBIsieMbIM  MaTepuanoMm. OpHako pasmep
JIEHAPUTOB MEHBIIIE 0 CPAaBHEHHUIO C OOpa3moM
Ne3. Dto cBA3aHO C BBICOKMM 3HaYeHHEM K03 du-
[IEHTa TEIUIONPOBOAHOCTH MEJH, BCIEICTBUE Ue-
ro TPOLECC KPUCTALIM3ALUN MPOUCXOIUT OBICT-
pee. B neHTpanbHBIX YacTAx oOpasla 30HBI Iepe-
XO0Jla BHIHBI HE TaK YETKO M WX IIMPUHA paBHA
~80 MkM (puC.6XK).

B oOpasue Nel oTcyTcTBYyeT pes3kasi rpaHHUIa
nepexo/a MeXIy HalUTaBIsIeMbIMA CIOSMU, HE BBI-
SBJIEHA CTpOTas HalpaBICHHOCTb ACHAPUTOB. OT-
CYTCTBHE PE3KHX MEePEeX0J0B MEXIY CIOAMHU IIPO-
UCXOJIUT 32 CUET YMEHBIIIEHHUs OTBOJIA Teria ¢ 0o-
KOBBIX CTOPOH H3-3a TPa(UTOBBIX IOJIO3BEB, YTO
obecmevnBaeT mepepacrupepeseHie Termia U Mpu-
BOJWUT K PaBHOMEPHOMY pOCTY ACHIPHUTOB. 30HA
CIUIABJICHUS CO CTATBHOM MOIJIOKKON OoJiee 0THO-
poaHas. DTO MOXET TOBOPHUTH O OoJiee OTHOPOA-
HBIX MEXaHHYECKUX CBOWCTBAX IO BBICOTE 0Opa3na
Nel. Ha puc.7 npencraBieHbl 3aBUCUMOCTH, OIU-
CBIBAIOIINE W3MEHEHUE IIMPHUHBI IEHIPHUTOB IO
BbICOTEe 00pa3uoB B oOmactsax L=1/2 (puc.7a) u
L=0 (puc.70).
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Puc.6. Onriueckue n3odpaxenus cTpyktyp mo ocu (L= 1/2) nonepeunsix ceuennii 00pasios: (a—mx) — odpaser Nel;
(e—x) — obpaser Ne2; (yi—1) — obpaszer; Ne3

Fig.6. Optical images of the structures along the axis (L= 1/2) of the cross sections of the samples: (a—e) sample
No. 1; (f—)) sample No. 2; (k—0) sample No. 3
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Puc.7. 3aBuCHMOCTH M3MEHEHHS IIUPHUHBI JEHIPUTOB 1O BEICOTE:
a) B IIEHTPaJIbHOM YacTH; 0) B KpaliHell OOKOBOMW YacTh

Fig.7. Dependences of the change in the width of the dendrites in height:
a) in the central part; b) in the extreme lateral part

W3 puc.7 BuAHO, YTO mUpWHA JEHAPUTOB Y TaKk M B KpaeBoil oOmactu. J[aHHOE OTHOIIEHHE
oOpasia Nel Gombmie, B cpeaneM B 1,6 pa3a, mo Mexay oOpasuamu Nel wu Ne2 cocraBmsercs
cpaBHEHHIO ¢ 00pasnoM Ne3, Kak B IIEHTPANbHOW, 2,5 paza B IEHTpalIbHON YacTH u 3,5 pa3a B Kpae-
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BOM wacTu. XapakTep paclpeaeieHusl 3HaueHHUH
IIMPUHBL JCHIPUTOB s oOpasia Nel coxpaHser-
csa B oTiimuue oT o6pasmoB Ne2 m Ne3. IleperuOsnr
Ha KpUBOH 1 00pa3oB Ne2 u Ne3, moka3bIBalOT
HEPAaBHOMEPHOCTh PACIIPENIEIICHUS TEIJIa B METaJl-
Je. OTU JTaHHBIE XOPOIIO KOPPEIUPYIOT C MPHUBE-
JEHHBIMU BBIIIE PE3yJIbTaTAMH MOJICITHPOBAHMUS.
[TorydeHHBIC 3aBUCUMOCTH OBLIH alIpPOKCUMHPO-
BaHbI METOJIOM HaMMEHBIIMX KBaApaToB. B oOpas-
e Nel cKOpoCTh pocTa AEHAPHUTOB COCTABIISET
18,3 Mkm/c, uto B 1,5 pasa GoJbliie, B city4ae 00-
pasua Ne3, nist KOTOPOro CKOPOCTh pocTa ACHAPHU-
TOB paBHa 12,1 Mm/c, u B 3,2 pasa Ooblie IO
cpaBHEHHUIO ¢ oOpas3ioM Ne2, mIsi KOTOPOTo CKO-
pOCTh pocTa JIeHIPUTOB paBHa 5,7 Mkm/c. Hawu-
MEHbIIIEE 3HAYEHUE CKOPOCTHU POCTa JACHIPUTOB
Iu1st obpasma Ne2 ompeneneHa OOJBITUM 3HAYCHU-
eM kod(h(UIMeHTa TETIONPOBOIHOCTH IO CpPaBHE-
HUO ¢ oOpasznaMu Nel u No3, myist KOTOPBIX TEILIO-
00MEH MEXIy MeTauioM o0paslia U OKpYyKaromiei
Cpelloi mpoTeKall MeIUICHHee W BO3HHKanH Ooiee
0JIarONPHUATHBIC YCIOBHS ISl POCTA ICHAPUTOB.

Ha ocHoBe ananm3a pe3ynbTaTOB HCCIEIOBA-
HUs (puc.4 U 7) MOTy4YEHBI 3aBUCUMOCTH H3MEHE-
HUS IIUPUHBI ICHAPUTOB OT TEMIIEpaTyphl B IICH-
TPaJILHOW YacTH TOMEPEYHOr0 CEUYCHHUs 00pasiioB
(puc.8).

AHanu3 pe3ynbTaToB HccienoBaHuS (puc.8)
MoKa3aJ, 4To OOJNbIasi YacTh KPUBOW s 0Opasia
Nel pacmonaraercst B TemrepaTypHOil o0iacTu,
COOTBETCTBYIOMIECH aycTeHUTHOU (paze. Iloprimie-
HHe Temrepartypsl Beie 911 °C npuBoaut x oOpa-
30BaHMIO aycTeHUTHOW (pazpl. [lnomans obnmacreit
coJepXKaluX ayCTeHUTHYIO a3y s 00pasroB
Nel u Ne3 cocransier 61 % u 54 % cooTBeTCTBEH-
HO. Jlms oOpasma Ne2 naHHOE 3Ha4YCHHE PAaBHO
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Fig.8. The temperature dependence of the width
of the dendrites in the central part of the cross section
of the samples

Ha puc.9 mpencraBieHsl W3MEHEHHUST TBEPJIO-
CTH B ITOTIEPEUHBIX CEUCHUAX 00pa3roB Nel, No2 u
Ne3 mo Beicote B obmactsax L=1/2 (puc.9a) u L=0
(puc.96).
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a) B IIEHTPAJIbHOM YacTH; 0) B KpaiiHei O0KOBOW 4acTH

Fig.9. Dependences of the change in hardness along the height of the cross section of the samples:
a) in the central part; b) in the extreme lateral part
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U3 puc.9 BumHO, YTO 3HAYCHHs TBEPAOCTU Y
oOpasna Nel Gonbiie, B cpeaaem Ha 10 % u 12 %
KaK B IICHTPaJbHOW, TaKk W B KpaiHeH OOKOBOM
yacTsx, Mo cpaBHEHHIO ¢ oOpasmamu Ne2 u Ne3 co-
OTBETCTBEHHO. XapaKTep paclpeleseHus] 3Haue-
HUHM TBEPAOCTH B IICHTPAIBHBIX YACTSIX OOpa3lloB
aHaiornyeH.  HaOnromaercss ~ He3HaUYHWTEIbHOC
yYMEHbBIIIEHHEe TBEPAOCTH, BbI3BaHHOE (hakTOpOM
YBEJIMYEHHS pa3Mepa JJIEMEHTOB CTPYKTyphl. la-
Jiee TO BBICOTE 00Opasiia Ha TBEPAOCTh HAYMHAET
OKa3bIBaTh BIMSAHUE (AKTOP COAEpPKAHHUS aycTe-
HUTa B 00beMe MaTepuana. B cB3m ¢ STUM IS
obpasma Nel, B meHTpaIbHOM €Tro JacTH, HabJoma-
eTcsi OTYeTIUBBINA UK. CTOUT OTMETHTH OoJiee BBI-
COKYIO TBEpIOCTh y 0bOpasna No2 1o cpaBHEHHIO C
oOpasiom Ne3, B cpenaeM Ha 5 %. B manHOM ciy-
yae Ha 3HAYCHUE TBEPJAOCTH BIUSCT MAJIbI pa3Mep
JOeHapuToB y obpasma Ne2. Jlonu aycteHuTHo# (a-
3bl B 00pasiie Ne3 HemocTarouHo, YTOOBI KOMIICH-
cupoBath 3p¢eKT pasmepa aeHaputoB. [Ipu mpo-
JIBUKCHUU OT IICHTPAJBHBIX YacTe 0O0pasloB K
BEpXHEH 4acTH J0Js ayCTeHUTa yMEHBIIAeTCA, YTO
NPUBOANT K HE3HAYUTENFHOMY YMEHBIICHHIO
TBepaocTH 00pa3ros. [leperndrl, HabMOMaEMEIC B
TOouke h/2 MOXXHO OOBACHHTH HEPABHOMEPHOCTBIO
XapakTepa pachpelesieHus] Teruia B IEeHTPaIbHON
gacTu o0pasIoB, 3a CYET KOTOPOH 0Opaszyercs He-
Oonpimass oONACTh C TOBBIIICHHBIM 3HAYCHHUEM
TBEPHOCTH.

Takum 00pa3oM, HCMONB30BAHUE TEPMHUYE-
CKHX OTpaHUYUTENleH B BUJe rpaduToBBIX popmu-
PYIOLINX TIOJNO3BEB MO3BOJISIET MOJIYYUTh TOTOBOE
u3genue ¢ Oojiee OTHOPOAHBIM paclpeaciIeHUEM
CTPYKTYPBI U CBOKMCTB 10 00BEMY HAIUIABICHHOTO
Mmetaia oOpasua. [lo3BossieT mydiie mporHo3upo-
BaTh IMOBEJCHUS MaTepuaya IOJa JIEHCTBHEM pa3-
JUYHBIX HAarpy30K IMyTeM CO3JaHHUs MaTeMaThude-
CKOW MOJI€IM, OCHOBAaHHOH Ha MOJYYEHHBIX 3KC-
MEPUMCHTAIBHBIX JaHHBIX. Tarke mpu (HopMHPO-
BaHWU CBOWCTB MaTepualia BO BpeMs KpPUCTaJUIH-
3alMy 3HAYUTEIHHYIO POJb UTPAET HE TOJBKO (a-
30BBIA COCTaB, HO W pa3Mepsl cHOPMHUPOBAHHOMN
CTpYKTypHl. [IpiMeHeHrne MeIHBIX MOJO03bEB MpPH-
BOIUT K popMupoBaHuio 0ojiee MEIKOU 1Mo pa3mMe-
pam 3JIeMEHTOB CTPYKTYype, T.€. B Cllydyae HCIOJb-
30BaHUS APYTUX MaTEPHUAIOB I HATUITABKH MOXKET
SIBIISITHCS TUTFOCOM.

BrIBOALI

YCTaHOBJICHO MOJOKUTEIHFHOE BIUSHUEC WC-
MOJIb30BaHUS (POPMHUPYIOIIUX MOJO3bEB MpPU TIO-
cinoitHoM 3D 37EKTPOAYrOBOM BBIpAIIMBAHUU B
Cpelie 3alIUTHBIX Ta30B:

1) Ilo3BONAIOT TONYYHTHh W3AEIHEe C Oolee
POBHBIMH OOKOBBIMH TOBEPXHOCTSIMH, YTO TIOMO-

KET YMEHBIIUTh PACXOJbl Ha MOCIEAYIONIYI0 Me-
XaHUIECKYI0 00paboTKy.

2) Ilpumenenune rpadUTOBBIX MOJO3bEB IO-
3BOJIIET C(OPMHUPOBATH CTPYKTYpY oOpasua u3 He-
pxasetomeit cramu AISI 308LSi ¢ paBHOMEpHBIMHU
nepexoJaMi  MEXAYy HAaIUIaBIIeMbIMH  CIOSMHU.
HabmiomaeTcst o01iee moBbIIeHHE 3HAYEHHUS TBEP-
JOCTH 3a cyer Oonee akTUBHOH auddysun
O-¢epputa B aycTeHHT B cpemHeM Ha 12 %, mo
CPaBHEHHMIO C HCCIEAyeMbIMH oO0pa3uamu, He-
CMOTpsI Ha OOIIUI POCT pa3MepoB JEHAPUTOB. Ta-
Kasi TEXHOJIOTHS TO3BOJISIET MOJIYYUTh H3AETUE C
OJHOPOJITHOM CTPYKTYpOM M CBOWCTBaMH, 4YTO Je-
naeT e€ MEepCHEeKTHBHBIM HHCTPYMEHTOM IIPOU3-
BOJICTBA B JJIEKTPOAYTOBBIX aJITUTUBHBIX TEXHOJIO-
THSIX.

[IpuMeHeHne MeTHBIX IMOJIO3bEB MPUBOAUT K
oOpa3zoBaHmi0 0OoJiee MENKOH MO pa3MepaM odiie-
MEHTOB CTPYKType MeTaiia o0pasia, HO C MEHb-
el TBEPIOCTHIO, IO CPABHEHUIO ¢ 00pa3om, To-
JY4eHHBIM C HCIOJIB30BAaHUEM TPapUTOBBIX MO-
JIO3BEB.
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